Panasonic

NN EES

Operating Instructions
TP SANYM~—F

Air Plasma Cutting Torch

s=voeo Y 1-1DPEW3 Series

oy /Model No.

YT-15PEW3

£ X

YT-15PEW3

ZORVE. NFY Iy IREEBEVEIFOLREE, FELHDHESTETVET,
¢ BURFAEZ LK BFRADIA. EULKREILCHBENLTESLY,
FEIHESDERFBAE D, HHBTEHH TS,
CEARIC T2 EDOTER] ZWT BTAHLLES LY,
CDOEURERIAEIATICREL TS,

¢ Before operating this product, please read the instructions carefully and save this manual for future use.
Please read the operating instructions of peripheral equipment together with it.
First of all, please read “Safety precautions”.
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English version is the original instructions.
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300 001 | 001 | 002 | 0.02
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¢ Introduction

This “Panasonic Air Plasma Cutting Torch ‘YT-15PEW3
series” is a cutting torch that is excellent at operability with
enhanced cutting performance, safety and cable durability.

Prior to installing and operating the product, please read
the operating instructions of the applied cutting machine

¢ Disclaimer

Our company and its affiliates (including any subcontractor,
sales company or agent) shall not assume or undertake
any responsibility or liability of the followings:

+ Any problem arising out of, or directly or indirectly attributable to,
the failure of user to carry out those normal installation, normal
maintenance, normal adjustment and periodical check of this
Product.

Any problem arising out of any Force Majeure, including but not
limited to, act of God.

Any malfunction or defect of this Product that is directly or indi-
rectly the result of any malfunction or defect of one or more
related parts or products that are not supplied by our company.
Or any problem arising out of, or directly or indirectly attributable
to, the combination of this Product with any other product,
equipment, devices or software that is not supplied by our com-

pany.

Introduction

and peripheral equipment that makes up the cutting system
together with this operating instructions thoroughly for
proper and safe operation.

» Any problem arising out of, or directly or indirectly attributable to,
user’s failure to strictly carry out or follow all of the conditions
and instructions contained in this instruction manual, or user’s
misusage, mishandle, operational miss or abnormal operation.
Any problem arising out of this Product or the use of it, the
cause of which is other than the foregoing but is also not attrib-
utable to our company.

Any claim of a third party that this Product infringes the intellec-
tual property rights of such third party that are directly or indi-
rectly caused by User’s use of this Product and relate to the
method of production.

ANY LOST PROFITS OR SPECIAL, INDIRECT, INCIDEN-
TAL OR CONSEQUENTIAL DAMAGES IN CONNECTION
WITH OR ARISING FROM ANY MALFUNCTION,
DEFECT OR OTHER PROBLEM OF THIS PRODUCT.

® English version is the original instructions.

® This operating instructions manual is based on the information as of November, 2021.
® The information in this operating instructions manual is subject to change without notice.

WMTO40TJEPAAODS
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Safety Precautions (Read before using.)

1.Safety Precautions (Read before using.)

¢ Signal Words and Safety Symbols

Signal Words

Safety Symbols

/A WARNING Stustion, which, i ot svoided.

could result in death or serious

injury.

Indicates a
prohibited action.

O

Indicates a

A\ CAUTION

property damage.

Indicates a potentially hazardous
situation, which, if not avoided,
could result in minor injury or

mandatory action.

&

Indicates a hazard
A A

A WARNING
O

(1) Never use the cutting torch for other than
cutting purpose.

(2) It is very important to comply with all
instructions, safety warnings, cautions and
notes mentioned. Failure to do so can
result in serious injury or even death.

(3) Work of driving source at the input side,
selecting work site, handling, storage and
piping of high pressure gas, storage of
processed (cut) products and also disposal
of waste should be performed according to
the operating instruction and national,
state and local codes and regulations.

(4) Prevent any unauthorized personnel to
enter in and around the cutting work area.

(5) Only educated and/or skilled persons who
well understand this cutting machine
should perform installation, cutting,
maintenance and repair works.

(6) Only educated and/or skilled persons who
well understand the operating instruction
of the products for the cutting operation
and are capable of safe handling should
perform the cutting operation.

Observe the following instructions
to prevent the hazard.

® Against electric shock

Observe the following instructions
to prevent serious electric shock

A and burn injury, especially at cut-
ting start as high-frequency volt-

age is applied.

(1) Do not handle the cutting torch with torn
or wet gloves.

(2) Do not use the cutting torch in a wet
condition due to dew condensation.

(3) Wear safety harness in case of working
above floor level.

(4) Perform periodic checks without fail and
repair or replace any damaged parts before
using the cutting torch.

(5) Turn off all equipment when not in use.

@ Electromagnetic disturbance

Observe the following instructions
ﬁ;@/ to prevent the electromagnetic

disturbance due to cutting current
or high frequency at arc start.

(1) Magnetic fields generated from cutting machine
and cutting work site during operation can
affect medical devices. Medical device, such as
pacemaker or hearing aid, wearers should
consult their doctor before going near cutting
work area.

(2) Peripheral electronics or safety device may
cause electromagnetic disturbance.
Ground all of such devices without fail.
Provide an electromagnetic shielding if
necessary.

(3) Cutting cable should be as short as possible
and also lay it as near to the floor or
ground as possible if not on.

Lay the base metal cable along with the torch
cable to minimize the electromagnetic waves.

(4) Provide grounding of base metal, cutting
machine separately.

(5) Do not operate the external start switch if
not necessary.

® Ventilation and protective equipment
Cutting operation in a small area
can cause oxygen deficit, which
ﬁ can lead to danger of suffocation.
= Fume and gases generated during
— cutting operation can be
hazardous.

(1) To prevent anoxia during cutting
operation, provide sufficient ventilation or

20
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Safety Precautions (Read before using.)

wear breathing gear if cutting work site is
specified by the applicable law
(occupational safety and health regulation,
rules on preventing injury by inhaled dust

or etc.), or wear protective breathing gear.

(2) To prevent dust injury or poisoning by the
fume generated during cutting operation,
use a local exhauster specified by the
applicable law (occupational safety and
health regulation, rules on preventing
injury by inhaled dust or etc.), or wear
protective breathing gear.

If a protective breathing gear is used, it is
recommended to use one with an electric
fan with high protection performance.

(3) When conducting cutting operation in a
small area, make sure to provide sufficient
ventilation or wear protective breathing
gear and have a trained supervisor observe
the workers.

(4) Do not conduct cutting operation at a site
where degreasing, cleaning or spraying is
performed. Conducting cutting operation
near the area where any of these types of
work is performed can generate toxic
gases.

(5) When cutting a coated steel plate, provide
sufficient ventilation or wear protective
breathing gear. (Cutting coated steel plates
generates toxic fume and gases.)

® Against fire, explosion or blowout
AE |Observe the following instructions

™ |to prevent fires explosion or
blowout.

(1) Remove any combustible materials at and
near the cutting work site to prevent them
from being exposed to the spatter. If they
cannot be relocated, cover them with a
fireproofing cover.

(2) Do not conduct cutting operation near
combustible gases.

Do not place the cutting power source near
combustible gases, otherwise, such gases
may catch fire from a spark of electricity
inside the cutting power source as it is
electric equipment.

(3) Do not bring the hot base metal near
combustible materials immediately after
cutting.

(4) When cutting a ceiling, floor or wall,
remove all flammables including ones
located in hidden places.

(5) Properly connect cables and insulate
connected parts.

(6) Connect the base metal cable at a section
closest to the cutting part.

(7) Do not cut a sealed tank or a pipe that
contains a gas.

(8) Keep a fire extinguisher near the cutting
work site for an emergency.

A CAUTION

® Installing shielding (curtain etc.)

Arc flash, flying spatter, slug, and

E; noise generated during cutting
=7 operation can damage your eyes,
skin and hearing.

(1) Install a protective curtain around the
cutting work site to prevent the arc flash
from entering the eyes of people in the
surrounding area.

(2) When cutting or monitoring the cutting
operation, wear safety glasses with
sufficient light blocking performance or use
a protective mask designed for cutting
operation.

(3) When cutting or monitoring cutting
operation, wear protective closes designed
for cutting operation, such as leather
gloves, leg cover and leather apron, and
also wear long-sleeve shirts.

(4) Be sure to wear noise-proof protective
equipment if the noise level is high.

(5) Do not put your eyes, face or body close to
the tip of the cutting torch.

(6) Wear protective equipment to check or
replace an electrode or a tip.

WMTO40TJEPAAOS
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Installation Site and Precautions

2 .Installation Site and Precautions

2.1 Installation site

(1) Indoor

(2) A site away from exposure to direct sunlight, water
drips or rain.
(3) Ambient temperature:
(@) -10 °Cto 40 °C (in cutting operation)
(b) -25°Cto 55 °C (during transportation and
storage)

(4) Relative humidity to temperature:
90 % or below at 20 °C

(5) Avoid any usage evnironment prohibited in section
“Safety precaution”.

2.2 Installation

A WARNING

Do not touch any conductive parts. Touching
such conductive part can cause serious electric
shock and burn injury.

For safe operation, make sure to turn off the
power switch at the power distribution box
and ensure safety prior to operation.

(1) Firmly connect cooling cable assembly and water
hose using tools and gas hose assembly , control
cable assembly and pilot cable assembly manually to
the cutting machine in place. Loose connection can
cause torch burnout and electric shock due to water
leakage.

<Note>

* YT-15PEWS3, a pencil-type torch, is for auto cutting
machine, therefore, a torch switch is not
incorporated.

* 2P plug is connected to the safety circuit for
antistart in case that the shield cup is removed.

( Air outlet ( Torch switch outlet )

Supply water

( Pilot terminal )
/

|- 2p plug

T A
Cooling water assy.
To “Torch”

Pilot cable assy
To "Pilot terminal”

Water hose assy | Control cable assy
To “Supply water”| To “Torch switch outlet”

Gas hose assy
To “Air outlet”

(2) Connect the external start switch (normally open con-
tact) (customer preparation) to the terminal for the
external start switch of the jig terminal unit.

For details, please refer to the operating instructions

of the cutting machine.

Connect a “Normally open” external start switch (cus-

tomer preparation) to the external start switch of the

jig terminal.

(a) Remove the shorting bar from the “Start” termi-
nal (the jig terminal) of the cutting power source.
(Also refer to the operating instructions of the
cutting power source.)

(b) Connect the normally open external start switch
to the terminal. (The external start switch is a cus-
tomer preparation.)

< Note >
Remove the shorting bar of the jig terminal without
fail, otherwise, the arc will be generated at the same
time as turning on the power switch resulting in elec-
tric shock and burn injury and the like.

(3) To fix the torch for welding, either electrically insulate
the torch fixing bracket and the base metal or put an
insulator between the fixing bracket and torch about
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5 mm thick or more to obtain better arc start. (Insula-
tion resistance: 100 MQ or more.)

\ Put an insulator
o [1 here o N [
ixing ixing
bracket H bracket H

* A pencil-type torch is for auto cutting machine,
therefore, a torch switch is not incorporated.
The control cable assembly is connected to the safety
circuit for antistart in case that the shield cup is
removed.

¢ When wiring the external start switch (normally open
contact), avoid contact with torch cable or base
metal. Or it will cause equipment failure.

* As for rated voltage and rated current of the external
start switch (normally open contact), see the operat-

ing instructions of the applied cutting power source.

@ In case of using the torch with the cutting power
source: YP-150P5
Cut off the 2P plug and then connect a Y-shaped clamp-

ing terminal for M4 with 0.75 mm? in diameter (customer
preparation).

Connect the clamping terminal to the pencil-type torch
terminal. At that time, make sure to remove the shorten-
ing bar from the terminal.

Do not connect 2P plug of the torch: YT-15PEW3 to the
metal plug of the torch switch. If connected, the arc will
be generated at the same time as turning on the power
switch resulting in electric shock and burn injury and
the like.

Connect
clamping terminal

e
. T

Installation Site and Precautions

2.3 Cooling water

Make sure to use Panasonic genuine coolant for welding
that has cryoprotective effect and reduces occurrence of
microorganisms. Replace the cooling water periodically
according to the instruction of the water cooling unit.

Panasonic genuine cooling water

Name Coolant G
For cutting and Eco TIG
Model No. CWuU00183

Do not use groundwater, water from river, turbid water,
microorganism-infested water or industrial water. In
case it is difficult to purchase Panasonic genuine cool-
ant, use tap water. In that case, make sure to change
the water frequently.

2.4 Precautions for use

Observe the following instructions to prevent human
injuries and property damages and to use the product
safe and properly.

(1) Prior to cutting operation, understand the handling,
specifications and ratings of the product correctly,
and get the safety education under the provision of
the local laws and regulations.

(a) Use the torch within the allowable duty cycle.
Otherwise, it may deteriorate or bun out the
torch resulting in burn injury.

(b) Handle the torch carefully. Dropping or rough
handling can damage the torch.

(2) Prepare protective equipment prior to operation, and
use it properly.

(a) At the time of cutting operation, wear protective
equipment for welding, such as shielding mask
and leather protective gloves properly.

(b) In the case of part replacement, securely connect
or insert replacement part. Loose connection can
cause falling of the electrode, gas leakage, burn-
in, burn injury due to heat, electric shock due to
high-frequency voltage leakage, and cutting
quality loss.

(3) Prior to operation, check the product if the product
functions properly to maintain safe condition.

(a) To ensure safety and cutting quality, replace any
defective, burnout or wear damaged parts with
new ones immediately.

(b) Make sure to use Panasonic genuine parts as
replacement parts.

WMTO40TJEPAAOS
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Installation Site and Precautions

< Note >

Replacement parts may not be available if such parts
exceed expected service life after discontinuing the
product.

(4) For torch and cutting part, handle them with caution
as temperature of those parts become very high.

(@) While performing cutting operation, do not
touch shield cup, electrode tip or torch body
directly. Those parts are subject to high
temperature.

(b) After cutting operation, do not place torch end
parts on a flammable material as it is very hot.
Otherwise, it will cause a fire.

(c) Do not bring the torch cable into contact with a
heated portion of the cut section. Do not place
any heavy object on it. Do not bend it forcefully.
Or it can cause the torch burnout.

(d) After cutting operation, cool the shield cup,
electrode and tip by blowing air for the
prescribed post-flow time (20 seconds).

(5) Make sure to apply the cooling water during cutting
operation, otherwise, torch may be damaged.

24
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3.Preparation
3.1 Selecting tip

The tip hole size varies with setting current. Refer to
the [Table-1] and select a suitable tip.

Preparation

[Table-1]
Setti ... |Tip holesi , R-
Model cSrr:anngt Description P (é)iae.)sae Model No. Marking %r](;c;\i/;eon
Max. T00 A| Tip H 1.35mm TETO1312 PH 1 groove
YT-15PEW3 _
Max. 130 A| TipG 1.65 mm TETO1688 PG 2 grooves
3.2 Selecting tip for cutting
power source: YP-150P5
In case of using this torch with a cutting power
source manufactured before March, 2004, the opti-
mal tip hole size varies with setting current. Refer to
the following [Table-2] and select a suitable tip.
[Table-2]
Setti ... |Tip holesi , R-
Model cSrr:anngt Description P (é)iae.)sae Model No. Marking %r](;c;\i/;eon
Max. 90 A|  TipH 1.35mm TETO1312 PH 1 groove
YT-15PEW3 Max. 120A| Tip G 1.65 mm TETO1688 PG 2 grooves
Max. 150 A| TipF 1.85 mm TETO1813 PF 3 grooves
25

WMTO40TJEPAAOS



Operation

4.0Operation
4.1 Precautions

(1) Observe the following instructions to avoid burn
injury and electric shock.

(a) While performing cutting operation, do not
touch any live parts, such as electrode tip,
directly.

(b) Make sure to wear protective equipment,
such as leather gloves for welding to
perform cutting operation.

(c) Prior to replacing the torch tip, turn off the
power switch and wait for the torch to cool
down.

(2) The shield cup of the torch is equipped with a
safety device to prevent electric shock. Insert
the shield cup completely to allow the external
start switch to function correctly.

(3) Handle the torch carefully. Dropping or rough
handling can damage the torch. Cutting with a
damaged torch can cause the cutting line to
become oblique.

(4) To ensure safety and cutting quality, replace any
defective, burnout or wear damaged parts with
new ones immediately. Make sure to replace
with Panasonic genuine parts.

(5) Do not operate the external start switch
unnecessarily. Unnecessary switching operation
can extremely accelerate electrode erosion.

4.2 Cutting operation

A CAUTION

Observe the following

instruction to avoid eye

inflammation, burn injury and
ﬁ auditory impediment.

1../4 + Make sure to wear proper

protective equipment
without fail to perform
cutting operation.

A CAUTION

Observe the following

instruction to avoid electric

shock and burn injury.

¢ In the case of using a
backing plate in the cutting
operation, use a plate with
insulating material. Do not
use conductive material. Or it
can cause burn injury,
electric shock and tip
burnout.

A\
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4.2.1 Standoff cutting

A WARNING

A\

Observe the following

instructions to prevent serious

electric shock and burn injury,

+ Do not touch live parts, such
as torch tip part and arc.

Operation

YT-15PEW3 cannot be used for drag tip cutting. * Do not operate the torch switch unnecessarily.

Use it only for standoff cutting. Executing cutting
operation while contacting the tip to the base metal

can cause deterioration or burned damage of the

torch.

4 mmto5mm

Tip-.

4

[Base metal
|

* Position the torch so that the torch tip is
about 4 mm to 5 mm above the base
metal.

* Position the torch tip so that the center
of the tip end aligns the edge of the base
metal surface.

* Then turn on the external start switch.

At the start

Plasma arc——

Base metal

* Once the pilot arc is established, it is
transferred to the plasma arc.

* After the plasma arc reaches the
thickness of the base metal at right angle

to its surface, start the cutting operation.

Cutting

* Keep the torch as vertical as possible.

» Maintain a constant travel speed and the
distant between the tip and the base
metal while performing the cutting
operation.

Such unnecessary switching operation can
extremely accelerate electrode consumption.

—

About 5°

1

At the end

Base mgtal

r ]
About 10 mm

» About 10 mm before the end of the base
metal, either keep the torch at right angle
or angle the torch about 5-degree against
the cutting direction.

* Move the torch so that the base metal is
cut from the back side.

» When the surface of the base metal is cut,
turn off the external start switch.

Q

Touching the side of the tip
to the edge of the base
metal at the end of the
cutting operation can
generate a strong arc that
can burn the tip.

WMTO40TJEPAAOS
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Operation

4.2.2 Piercing

A CAUTION

Observe the following
instruction to avoid burn injury
or the like.

+ In piercing operation, do not
put your face or hands close
to the tip as scattered metal-
lic particles may blow up.

o~
=

First, perform piercing operation to create a hole
that works as the cutting operation starting point.
Then perform “Standoff cutting” (section 4.2.1 on
page 27) operation.

® Piercing capability
Refer to the following table for the applicable
thickness for each material.

Thickness (mm or less)
Material
Model Mild | Stainless -
steel |~ steel Aluminum | Copper
YT-15PEW3 9.0 9.0 6.0 4.0

In case of performing piercing on a plate thicker
than the above indication, drill a pilot hole in the
base metal prior to the piercing operation.

* Angle the torch 5-degree and ® ﬁ
Tip then either lightly touch it on the
2 Ab : base metal or lift the torch about
'S out> mm 5 mm from the base metal
) _Base metal mm 1rom the base meta Do not turn on the external start
a surface. switch while pressing the torch
Thgn turn on the external start firmly against the base metal at
switch. a right angle. Or the arc may
stay in the tip and damage it.
Y 2
g
= | Refer to section “4.2.1 Standoff cutting” on page 27.
>
O

4.2.3 Applicable materials

Refer to the following tables for the applicable
materials for air plasma cutting.

® YT-15PEW3
Thicknessl 04 10 20 30 40 50 60 70 Maximum thickness

Material | | | | | | | | Standoff
Mild steel | Standoff cutting I 70
Stainless steel| | Standoff cutting T 70
Aluminum | Standoff cutting I 70
Copper Standoff cutting—— 30

WMTO40TJEPAAOS
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4.2 .4 Cutting conditions

* Cutting at the travel speed suitable for the
applied material and thickness is the key to
ensure optimal cutting performance.

* "Maximum travel speed” is a speed value capable
of performing stable cutting operation.

* "Recommended travel speed” is a reference
speed for the best cutting quality including width,
bevel angle, dross and cutting surface roughness.

Operation

¢ To ensure desired cutting quality, adjust the travel
speed to the usage environment, material and
shape of the base metal.

The below table shows our laboratory values
using new parts.

hick Recommended set Recommended Maximum Distance between
M cia -rl;els(;( current travel speed travel speed tip and base metal
mm) (A) (m/min) (m/min) (mm)
Manual Auto Manual Auto Manual Auto Manual | Auto
2.3 8.10 9.30 13.14 15.72 1
32| 100 5.52 7.10 948 [10.25 (Standoff cutting)
45 4,95 6.00 7.62 8.87
6.0 4.20 4.20 6.65 6.65
9.0 2.42 2.42 3.46 3.46
12.0 1.80 1.80 2.46 2.46
. 16.0 1.13 1.13 1.62 1.62
Mild steel - -—575 130 —%o6 096 [ 137 | 137 5
22.0] 130 0.77 0.77 1.10 1.10 (Standoff cutting)
25.0 0.66 0.66 0.91 0.91
32.0 0.37 0.37 0.53 0.53
36.0 0.31 0.31 0.45 0.45
40.0 0.24 0.24 0.36 0.36
70.0 0.06 0.06 0.06 0.06
hick Recommended set Recommended Maximum Distance between
Material Eelscs( current travel speed travel speed tip and base metal
mm) (A) (m/min) (m/min) (mm)
Manual | Auto | Manual | Auto | Manual | Auto | Manual | Auto
2.0 100 2.20 2.40 19.20 25.48
3.0 1.92 1.92 19.05 19.05 1
4.0 1.86 186 | 1398 [13.98 | (Standoff cutting)
6.0 1.74 1.74 8.70 8.70
9.0 1.20 1.20 5.44 5.44
] 12.0 1.10 1.10 2.95 2.95
Stgt'g'eelss 160] .o 130 0.97 0.97 1.72 1.72
22.0 0.76 0.76 1.08 1.08 .
25.0 0.63 0.63 0.88 0.88 (Standoff cutting)
30.0 0.48 0.48 0.63 0.63
35.0 0.38 0.38 0.45 0.45
40.0 0.24 0.24 0.36 0.36
70.0 0.09 0.09 0.12 0.12
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. Recommended set Recommended Maximum Distance between
. Thick current travel speed travel speed tip and base metal
Material | ness( (A) (m/min) (m/min) (mm)
mm) Manual | Auto | Manual | Auto | Manual | Auto | Manual | Auto
2.0 100 3.88 4.32 20.16 19.25 1
3.0 3.12 312 [16.80 | 16.80 | (Standoff cutting)
4.0 2.58 2.58 14.04 14.04
6.0 2.22 2.22 8.87 8.87
8.0 1.44 1.44 6.48 6.48
10.0 1.20 1.20 5.42 5.42
Aluminum 15.0 130 130 1.02 1.02 3.18 3.18 .
20.0 0.92 0.92 2.10 2.10 (Standoff cutting)
25.0 0.84 0.84 1.32 1.32
30.0 0.53 0.53 0.75 0.75
35.0 0.41 0.41 0.58 0.58
40.0 0.36 0.36 0.49 0.49
70.0 0.06 0.06 0.08 0.08
. Recommended set Recommended Maximum Distance between
_ Thick current travel speed travel speed tip and base metal
Material ness( (A) (m/min) (m/min) (mm)
mm) Manual Auto Manual Auto Manual Auto Manual ‘ Auto
2.0 100 1.68 1.80 7.74 12.00 1
3.0 1.60 1.60 7.55 7.55 (Standoff cutting)
4.0 1.50 1.50 6.00 6.00
5.0 1.35 1.35 4.30 4.30
Copper 60| .3, 130 1.20 120 | 3.16 3.16 .
8.0 0.80 0.80 1.85 1.85 (Standoff cutting)
10.0 0.60 0.60 1.20 1.20
20.0 0.12 0.12 0.17 0.17
30.0 0.01 0.01 0.02 0.02
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Maintenance and Inspection

5.Maintenance and Inspection

A\ CAUTION

A\

Observe the following instruction to

avoid electric shock and burn injury.

¢ Prior to inspection work, turn off
power to all equipment connected
to the torch.

A\ CAUTION

S
aE=

Observe the following instruction to

avoid burn injury.

¢+ Prior to replacing torch parts, check
and make sure the torch is not hot.

[Table-5]Inspection prior to cutting operation

If a phenomenon or symptom indicated in the following
tables 5 and 6 is exposed prior to or during the cutting
operation, regardless of frequency, replace the part with
Panasonic genuine part immediately. See [Table-5] and
[Table-6].

. Torch body
Shield cup

Electrode

@ <o (f]

Tip

A—p

/ View from A

End of the detection pin
(For the detection
of shield cup)

\ Torch body /

Part Check item Corrective measures
Shield cup Adherence of spatter. Remove spatter. Replace it if unable to remove it.
Damage Replace it if it is significantly cracked or chipped off.
Electrode Electrode wear Replace it if the tip gets dented 1.2 mm deep or more.
See (Figure-2).
Tip Deformation of tip hole Replace it if the tip hole is significantly deformed. See
(Figure-2).
Torch body/ Damage and abrasion Replace it if damage or abrasion is significant.
O-ring
Safety |In general Actuation of safety device Make sure that removing the shield cup and then
device turning on the external start switch does not generate
the pilot arc.
End of the | Broken or damaged end Replace the detection pin
detection pin
* The detection pin is a resin product which is
frangible in strong loadand impact load.
 Use only air blow to clean the torch end.
Others Connectivity and damage of Confirm secure connections and free from damages.
in general connection to the cutting machine
and portions where operators
may touch, such as cable
connections and handle attaching
portion.
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Maintenance and Inspection

When removing the shield cup, do not place the
shield cup on the floor with the metallized part
facing the floor. The detection of shield cup
presence may not work due to dust.
If the metallized part gets dirty, clean it with a
wiping rag and attach it to the torch.

«———Shield Cup

[Table-6]In cutting operation

Metallized Part

Symptom/Phenomenon Check item Corrective measures
Arc at the start of cutting Electrode |Replace it if the tip gets dented 1.2 mm deep or more.
operation is green See (Figure-1).
No arc start Tip Replace it if the tip hole is significantly deformed. See (Figure-2).
If not, check the electrode and cables.
Tip sticks to the base metal Replace it if the tip end is significantly damaged.
The cut groove tilts Replace it if the tip hole is significantly deformed. See (Figure-2).
Travel speed decreases rapidly Replace it if the tip hole is significantly deformed. See (Figure-2).
. If not, check the electrode.
Poor cut quality
Finger guard does not slide Finger guard | Remove spatter. If it is not possible to remove spatter and it does

well.

not slide well, replace it.

(Figure-1)

<Electrode>

, Dent

1.2 mm or more

(Figure-2) <Tip>
Hole gets larger or

Exact circle (Normal)  elliptically-deformed
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5.1 Torch assembly

Refer to the following [Table-6] and tighten the
cables and torch parts with the specified tool and at
the specified torque. Poor or loose connection can
cause a torch burnout.

[Table-6] Torch body assembly

Maintenance and Inspection

Reference tightening torque (N em)
Parts Tool
YT-15PEW3
Electrode and torch body Tip handle 1.8~23
Tip and torch body (accessory) 40~5.0
Cooling cable assembly and torch body Wrench 8.1~8.6

5.1.1 Connecting to cables

Connect the following cables to the torch body
* Cooling cable assembly
* Gas hose assembly
¢ Water hose assembly
* Pilot cable assembly.
(1) Pass the cooling cable assembly, the gas hose assem-

bly, and the water hose assembly through the
insulation tube.

(2) Pass the heat shrinkable tube through the pilot cable
assembly before connecting to the torch body. (For
set positions, see the enlarged view in the below
figure.)

Then slide down the heat shrinkable tube to cover the
joints and shrink to wrap tightly around the joints
with hot air (90°C).

(3) Slide down the insulation tube to the set position (For set
positions, see the enlarged view in the below figure),
then tape the tube and torch switch assembly control
wire together on both sides of insulation tube with

insulating tape.

Insulation tube

Water hose assy

Torch body

Heat-shrink tube
for pilot cable ass'y

Soldering

Set position of heat-shrink tube
For water hose assy,
for gas hose assy, and
for pilot cable ass’y

Set position of heat-shrink tube
for pilot cable ass'y

5.1.2 Torch body assembly

Tighten the tip with the dedicated accessory tip handle.
Tighten the shield cup manually.

) Torch body
Shield cup
Electrode
) e«
Tip
U For tip tightening
]

For electrode tightening

==
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YT-15PEW3

¢ ¥ii7—% /Technical data

6.YT-15PEW3
6.1 Tk /Specifications

N—FHRT 71 Torch body shape RV 2)VIE /Pencil-type

EERAN Type of gas ZZX /Air

E{EEN Operating pressure MPa 0.39

EBX /8B (Maximum/Minimum) (0.59 /7 0.29)

EEYHTER - Rated cutting current -

EREER Rated duty cycle A% 150 A-100 %

B :

(h—Fwr32)  |PHN

A1 RAR Type of guide B&A /Automatic
JKi% /Water cooled

mHAR Cooling method NERIVSHIKE /Req. w flow: 1.0 L/min

7BEIKIKIE /Req. w pressure: 0.2 MPa -0.35 MPa

BEKEED R fgg'ﬂﬁg PoVer of water kw 0.75 U /0.75 or more
BEER Voltage rating V 500 (E—7fE /Peak value)
POk / Arc striking/ -
Oy S StabilizingiVoltage rating kV 12.5 (E—721E /Peak value)
AMETIE Dimensions AMEBIZER /See “"Dimensional drawings”
FIHREL & DR Connection to cutting machine + v MMEST /With nuts
BERER Complied standards JIS C9300-7, IEC60974-7
g—JILE Cable length m 10
BE Mass kg 4.8
T ) A Applicable cutting machine YP-130PF1
BB&@&#5 /Description #E/Q'ty
N . : :
8GR /Accessory Fw 7\ RIL /Tip handle 1
_ . . .
6.2 SMEK /Dimensional drawings
B{i7/Unit: mm
76 63 195
40
4
- )
=N — )
<IN B -

D:':@ 5/8-18UNF #4/Water drain
7 i @ 5/8-18UNF #7k/Water supply

—
—

l; { 9/16-18UNF #2/Gas

—
—

c GM[%] 2P757/2P plug

o /1o b /Pilot
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6.3 SRcabA#H /Parts list

YT-15PEW3

b
5
Vi
4-2 1
m @@@@4 =
@/[[:0 “71' A6
3
No EB&GBEZ N Description @& /Part# | HE/Qty | HE Remarks
T |Y=IbRAwT Shield cup TGNOO147 1
2 |FvTG Tip G TETO1688 1
3 | S/ Electrode TET02055 1
4 | b—=FHRT 4 Torch body Ass'y TKX00017 1
4-1 | h—=FRT o Torch body TKHO0116 1 X1) *1)
42 |fvvab—4 Insulator TFQ00001 1 1) *1)
4-3 | )\=x Spring MTNK002643 1 *1) *1)
44 | RHEY Ditect pin TMP00022 1 1) *1)
45 | @gF1—7 Insurating tube RS22 0.12m 1) *1)
4-6 | BEF 1—7 Heat-shrink tube VFV2-5K 0.05m *1) *1)
S | A1y F# Torch Switch Ass'y TSX00008 1
6 |HRILIHE Holder Ass'y TKC00049 1
7 | mElr—7)U4 Cooling cable Ass'y TWR00174 1
8 | HRK—R4A Gas hose Ass'y TWG00055 1
9 | Kkk—2R#H Water hose Ass'y TWWO00052 1
10 | \1Ov =7 IUHA Pailot cable Ass'y TWC00026 1
1| #lEr—2)048 Control cable Ass'y TWU50132 1
12 | iR—RAIN— Hose cover TWK00012 1
13 |SK/IN1 V& Plastic tie SKB2MK 1
14 | +v bAN— Nut cover TFK00015 1
15 | CElit 8w C retaining ring XUB28FP 2
16 | FyvITNURIL Tip handle TABOOOO1 1
17 | FEAL Caution label WSTNT00003 1

X1)No.4 [c&t

*1) Included in No.4.
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EIREBGR /Part selection

7. BEIREE5E /Part selection
WUBT O, EREEREAZEEBL T

B )73

] e I |
B AE0D

Be CERLTESL,

7.1 &%® /Electrode

Take the shape of the base metal and workability
into account and select suitable type.

B3 /Model EW /Electrode
YT-15PEW3 TET02055
72Fv /Tip
i LEER - FoTNE | 5 ZERB
wa/Model | CUting | Seting | pigion| TR | woddo. | wiarkng | Rroore
100ALT | FYTH | 4 35 0m| TETO1312 | PH | 1 groove
s [ 21008 | o0
Max. 130 A Tip G ®1.65mm| TETO1688 PG 2 grooves
YT-15PEW3 &gfg%z *T‘i’pﬁ;H ®1.35mm| TETO1312 | PH | 1 groove
YP-150P5 |\1/|§2_A1%FA ?T‘i"p%G ®1.65mm| TETO1688 | PG | 2 grooves
K ¢F A 5CT‘i"p7F°F $1.85mm| TETO1813 | PF | 3 grooves
7.3 Ha@ESlm /Common part
No. Description | &% /Model No. | £& /Length &% /Remarks
1 | he2/t— | Hosecover | TWKO00049 10m ﬁgﬁizg&fﬂfg{ 4pe)

R—27\— (TWK00049) ZED[ITDIHE, #HE
WIHE D7 AF—ZERUICEECT 7 AFT—DR

S5 —Eh I ERRICIIBE T 575M T,

= /
PR — | n————————————————————— L -€
) " . NN
O ,
n W,
2 Y
) S

2515 —8/Slider

side.

.
%
-
%

W\

W

Y
\

\
\,

—=t=t

.
.
Ve

Position the hose cover so that the slider of the fas-
tener when closed is placed on the cutting machine

st 3= )
Cutting machine side
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